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1
CLOSED GAS BUSTER SEPARATION
SYSTEM AND METHOD

CROSS-REFERENCE TO RELATED
APPLICATION

This application claims the benefit of and priority to U.S.
Provisional Patent Application No. 61/719,071, filed on Oct.
26, 2012, which is incorporated herein by reference.

BACKGROUND

Liquid/gas separators operating at atmospheric pressure,
sometimes referred to as gas busters, are standard equipment
on virtually all oil and gas rigs. Because gas busters operate at
atmospheric pressure, they offer operational simplicity by not
requiring control valves for the gas discharge line or the liquid
discharge line. Pressurized liquid/gas separators are tradi-
tionally designed to operate with moderate backpressure,
e.g., less than 50 psi. Pressurized separators are utilized to
overcome line pressure losses when an extensive length of
vent line is required to safely flare or vent hazardous gas at a
specific distance from other operations for safety reasons.
Pressurized separators may be used with high H,S content.

Standard gas busters utilize a U-tube on the liquid outlet
line that creates a liquid hydraulic seal to prevent gaseous
components from exiting the separator through the liquid
outlet. The hydrostatic pressure created by the U-tube may
determine the maximum allowable pressure under which a
gas buster can operate.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a left perspective view of a closed gas buster
separation system.

FIG. 2 is a right perspective view of the separation system.

FIG. 3 is a front inside view of the separation system.

FIG. 4 is a rear inside view of the separation system.

FIG. 5 is a left inside end view of the separation system.

FIG. 6 is a right inside end view of the separation system.

FIG. 7 is a top inside view of the separation system.

FIG. 8 is a cross-sectional view of the separation system
taken along line 8-8 in FIG. 5.

FIG. 9 is a front inside view of the separation system
showing the liquid level.

FIG. 10 is a rear inside view of the separation system
showing the liquid level.

FIG.11isa frontinside view of an alternate embodiment of
the separation system.

FIG. 12 is a rear inside view of the alternate embodiment of
the separation system.

FIG. 13 is a left inside end view of the alternate embodi-
ment of the separation system.

FIG. 14 is a right inside end view of the alternate embodi-
ment of the separation system.

FIG. 15 is a top inside view of the alternate embodiment of
the separation system.

FIG.16 is a rear inside view of the alternate embodiment of
the separation system showing the liquid level.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

FIGS. 1 and 2 illustrate gas buster separation system
including separation vessel 10. Separation vessel 10 may
have a generally cylindrical shape. Alternatively, separation
vessel 10 may have any other shape. Separation vessel 10 may
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include gas dome 12 extending from upper wall 14 of sepa-
ration vessel 10 near first end 16. Ports 18, 20, and 22 may
also extend from upper wall 14 of separation vessel 10 to
allow for visual inspection or sample collection of the liquid
contents of separation vessel 10. Alternatively, separation
vessel 10 may include less than or more than three ports
extending from upper wall 14. Separation vessel 10 may also
include fluid inlet 24, gas outlet 26, and liquid outlet 28.

With reference to FIGS. 3 and 4, separation vessel 10 may
include longitudinal baffle plate 30, transverse baffle plate 32,
and liquid weir 34. Longitudinal baffle plate 30 may extend
longitudinally from first end 16 of separation vessel 10 to
transverse baffle plate 32, and vertically from upper wall 14 of
separation vessel 10 to lower surface 36. Transverse baftle
plate 32 may extend vertically from upper wall 14 of separa-
tion vessel 10 to lower surface 38. Lower surface 38 of trans-
verse baffle plate 32 may be positioned lower than lower
surface 36 of longitudinal baffle plate 30 as shown in FIGS. 3
and 4. In one embodiment, lower surface 38 of transverse
baftle plate 32 may be positioned approximately twenty-four
inches above the bottom of separation vessel 10. Alterna-
tively, lower surface 38 may be positioned at the same level
within separation vessel 10 as lower surface 36. Liquid weir
34 may extend vertically from upper surface 40 to lower wall
42 of separation vessel 10. In one embodiment, upper surface
40 of liquid weir 34 may be positioned approximately fifteen
inches below the top of separation vessel 10. Upper surface 40
ofliquid weir 34 may be positioned higher than lower surface
36 of longitudinal baffle plate 30 and lower surface 38 of
transverse baffle plate 32. Fluid inlet 24 may be in fluid
communication with internal fluid line 44 and fluid diverter
46. Fluid diverter 46 may be positioned above lower surface
36 of longitudinal baffle plate 30 and lower surface 38 of
transverse baffle plate 32 as shown in FIG. 4.

FIG. 5is aninternal view of first end 16 of separation vessel
10. Internal fluid line 44 may include lower horizontal section
48 extending from fluid inlet 24 to vertical section 50, which
may extend to upper horizontal section 52. Vertical section 50
may include expansion section 54 that may increase the diam-
eter of internal fluid line 44. In one embodiment, expansion
section 54 may increase the diameter of internal fluid line 44
from approximately four inches to approximately 6 inches.
Upper horizontal section 52 may extend from vertical section
50 to fluid diverter 46. FIG. 6 is an internal view of second end
55 of separation vessel 10. FIG. 6 illustrates liquid weir 34
extending from lower wall 42 of separation vessel 10 to upper
surface 40 of liquid weir 34.

FIGS. 7 and 8 show longitudinal baffle plate 30, transverse
baftle plate 32, liquid weir 34, gas dome 12, and ports 18, 20,
and 22. Longitudinal baftle plate 30 extends from first end 16
of separation vessel 10 to transverse baftle plate 32. Longitu-
dinal baffle plate 30 may include shaped section 56 matching
the shape of an outer surface of gas dome 12. If the outer
surface of gas dome 12 is curved, shaped section 56 may be
curved to match the curved shape of the outer surface of gas
dome 12. Alternatively, if the outer surface of gas dome 12 is
any other shape, shaped section 56 may match the shape of the
outer surface of gas dome 12. Gas dome 12, longitudinal
baftle plate 30, transverse baffle plate 32, and the side walls
and upper wall 14 of separation vessel 10 may form gas
separation chamber 58. A lower boundary of gas separation
chamber 58 may be defined by the level of the higher of lower
surfaces 36 and 38. Fluid diverter 46 may be disposed within
gas separation chamber 58.

With reference to FIGS. 9 and 10, separation vessel 10 may
be used to separate gaseous components from liquid compo-
nents of a fluid mixture. Liquid level 60 (also referred to
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herein as liquid set level) may be set within separation vessel
10 by the level of upper surface 40 of liquid weir 34. Liquid
level 60 may be above lower surface 36 of longitudinal baffle
plate 30 and lower surface 38 of transverse baffle plate 32.
Initially, separation vessel 10 may be charged with liquid by
feeding only liquids into fluid inlet 24, through internal fluid
line 44, and through fluid diverter 46. The liquids may fall
from fluid diverter 46 to lower wall 42 of separation vessel 10
below gas separation chamber 58, and may collect at lower
wall 42 between first end 16 of separation vessel 10 and liquid
weir 34. As more liquid is fed into separation vessel 10, the
liquid level may rise until it reaches liquid level 60 at the level
of'upper surface 40 of liquid weir 34, at which time the liquid
may flow over upper surface 40 and exit separation vessel 10
through liquid outlet 28, thereby maintaining liquid level 60.
Once liquid level 60 is achieved, separation vessel 10 may be
used for separating gaseous components from liquid compo-
nents.

Referring now to FIGS. 5, 9, and 10, a fluid mixture con-
taining liquid and gaseous components may be fed into fluid
inlet 24, and may flow through lower horizontal section 48 of
internal fluid line 44, through vertical section 50 of internal
fluid line 44, through upper horizontal section 52 of internal
fluid line 44, through fluid diverter 46, and into gas separation
chamber 58. The velocity of the fluid flow may decrease as the
fluid mixture flows through expansion section 54 in vertical
section 50. The decreased velocity may aid in the separation
of the gaseous components from the liquid components. As
the fluid mixture flows through upper horizontal section 52,
the gaseous components may begin to rise and separate from
the liquid components. The velocity of the fluid flow may be
further decreased by flowing through fluid diverter 46. Fluid
diverter 46 may be a T-shaped conduit that divides the fluid
flowing through upper horizontal section 52 of internal fluid
line 44 into two paths and through two openings into gas
separation chamber 58. Fluid diverter 46 may also prevent
damage to the internal surface of separation vessel 10 that
may occur with continued fluid flow directed to the internal
surface by directing the fluid flow away from the nearest
internal surface of separation vessel 10.

Upon exiting one of the two openings of fluid diverter 46,
the gaseous components of the fluid mixture may rise within
gas separation chamber 58 while the liquid components may
fall within separation vessel 10. The gaseous components
may continue to rise through gas dome 12 and may exit
through gas outlet 26. The additional height provided by gas
dome 12 further reduces the gas velocity, thereby allowing
mist droplets to form into larger and heavier liquid droplets
that may fall into the liquid within gas separation chamber 58
instead of exiting with the gaseous components through gas
outlet 26. The liquid components may fall to liquid level 60,
and eventually flow under lower surface 36 of longitudinal
baftle plate 30, under lower surface 38 of transverse baffle
plate 32, over upper surface 40 of liquid weir 34, and through
liquid outlet 28.

By setting the level of upper surface 40 of liquid weir 34
(and liquid level 60) above lower surface 36 of longitudinal
baftle plate 30 and lower surface 38 of transverse baffle plate
32, gas separation chamber 58 may be hydraulically sealed.
Specifically, hydrostatic pressure seal zone 62 may be formed
by the liquid components positioned within gas separation
chamber 58 between liquid level 60 and lower surface 36 of
longitudinal baffle plate 30. The hydrostatic pressure of the
liquid components positioned in hydrostatic pressure seal
zone 62 may prevent the gaseous components from flowing
under lower surfaces 36 and 38, and thereby exiting gas
separation chamber 58. Separation vessel 10 may be designed
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such that hydrostatic pressure seal zone 62 has height H
(shown in FIGS. 9 and 10), thereby creating a hydrostatic
pressure sufficient to prevent the gaseous components from
flowing under lower surface 36 of longitudinal baffle plate 30.
Height H may depend upon the density of the liquid compo-
nents in the fluid mixture. In one embodiment, height H may
be between approximately two inches and approximately
twelve inches. In a more preferred embodiment, height H may
be at least approximately six inches.

Where the fluid mixture fed into fluid inlet 24 includes a
lighter liquid component (i.e., having a lower density) and a
heavier liquid component (i.e., having a higher density), the
liquid level within gas separation chamber 58 may be differ-
ent from liquid level 60 within the remainder of separation
vessel 10. Specifically, the liquid level within gas separation
chamber 58 may be higher as the lighter liquid component
collects on the surface of the liquid within gas separation
chamber 58, forcing the heavier liquid component under
lower surface 36 of longitudinal baffle plate 30 and lower
surface 38 of transverse baffle plate 32 and into the remainder
of separation vessel 10.

As shown in FIG. 7, ports 18, 20, and 22 are positioned on
upper wall 14 of separation vessel 10 in areas other than gas
separation chamber 58. Port 18 may be positioned between
first end 16 of separation vessel 10 and transverse baffle plate
32, but behind longitudinal baffle plate 30 (i.e., not within gas
separation chamber 58). Port 20 may be positioned between
transverse baffle plate 32 and liquid weir 34. Port 22 may be
positioned between liquid weir 34 and second end 55 of
separation vessel 10. Because the gaseous components are
trapped within gas separation chamber 58, ports 18, 20, and
22 may be opened during operation of separation vessel 10 at
atmospheric pressure to allow for visual inspection or sam-
pling of the liquid inside. In this way, separation vessel 10
allows access to the liquid within separation vessel 10 during
separation at atmospheric pressure. Alternatively, separation
vessel 10 may be operated under a pressure greater than
atmospheric pressure, and ports 18, 20, and 22 may be sealed
and may remain closed during separation operations. Under
atmospheric operation, gas outlet 26 may be open directly to
the atmosphere such that the gas components of the fluid
mixture are simply vented through a vent stack. Under pres-
surized conditions, separation vessel 10 may utilize back
pressure valves.

Separation vessel 10 may include additional features, such
as a coalescing pack disposed between transverse baffle plate
32 and liquid weir 34, an oil bucket, or a gas relief valve. For
example, FIGS. 1 and 2 show separation vessel 10 including
pressure safety valve 70 in fluid communication with gas
separation chamber 58. Pressure safety valve 70 may remain
closed during ordinary operations, but may be configured to
open when a predetermined pressure is met or exceeded
within gas separation chamber 58. Pressure safety line 72
may be in fluid communication with pressure safety valve 70
for venting off a portion of a gas contained within gas sepa-
ration chamber 58 when the predetermined pressure is met or
exceeded in order to lower the pressure within gas separation
chamber 58. Separation vessel 10 may also include one or
more secondary vents 74 in fluid communication with por-
tions of separation vessel 10 other than gas separation cham-
ber 58. Secondary vents 74 may be used to vent gases that
may flash out of the liquid phase in separation vessel 10
outside of gas separation chamber 58. Separation vessel 10
may further include gas equalizer line 76 in fluid communi-
cation with gas dome 12 and a portion of vessel 10 outside of
gas separation chamber 58. Gas equalizer line 76 may remain
closed during operation of separation vessel 10 at atmo-
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spheric pressure to prevent transfer of gas from gas separation
chamber 58 into the remainder of separation vessel 10. Dur-
ing operation of separation vessel 10 at a pressure greater than
atmospheric pressure, gas equalizer line 76 may allow trans-
fer of gas from gas separation chamber 58 to the remainder of
separation vessel 10. In the pressurized mode, gas equalizer
line 76 may equalize the pressure of gas separation chamber
58 with the remainder of separation vessel 10 in order to
maintain pressure seal zone 62 in gas separation chamber 58.

FIGS. 11-15 illustrate an alternate embodiment of separa-
tion vessel 10. In this embodiment, separation vessel 10 may
include second transverse baffle plate 78 and coalescing
media pack 80 between transverse baffle plate 32 and liquid
weir 34. In one embodiment, coalescing media pack 80 is
formed of a media framework within separation vessel 10
designed to hold one or more units of a coalescing media. For
example, a user may insert, remove, or replace the coalescing
media units into the media framework by climbing into sepa-
ration vessel 10 with the media units through one of ports 18,
20, and 22. The media framework may be formed of steel,
fiberglass, or any other durable material suited for use with
the contents of separation vessel 10 as understood by one of
ordinary skill in the art. The media units may contain polypro-
pylene, fiberglass, aluminum, stainless steel, any oleophilic
granular material, or any other material known to coalesce oil
from water. The media units may include corrugated plates,
granular media, or any other media form capable of being
removably positioned within the media framework within
separation vessel 10. The dimensions of each media unit may
be, but are not limited to, a thickness of approximately one
foot and a width of approximately two feet. As the liquid
within separation vessel 10 flows through coalescing media
pack 80, hydrocarbon components may be separated from the
remainder of the liquid components.

With reference still to FIGS. 11-15, the alternate embodi-
ment of separation vessel 10 may further include oil bucket
system 82 having oil bucket 84, skimmers 86, 88, and 90, oil
discharge line 92, and oil outlet 94. Skimmers 86, 88, 90 may
be in fluid communication with oil bucket 84. As shown in
FIG. 15, skimmer 86 may be positioned between first end 16
of separation vessel 10 and transverse baftle plate 32. Skim-
mer 88 may be positioned between coalescing media pack 80
and second transverse baffle plate 78. Skimmer 90 may be
positioned between liquid weir 34 and second end 55 of
separation vessel 10. Hydrocarbons floating on the upper
surface of the liquid held within separation vessel 10 may be
collected by skimmers 86, 88, 90 and fed into oil bucket 84.
Any oil collected in oil bucket 84 may be discharged through
oil discharge line 92 and oil outlet 94.

An upper surface of each skimmer 86, 88, 90 may be
adjustable. For example, an upper portion of each skimmer
86, 88, 90 may be threadedly connected to a lower portion of
the skimmer such that the upper portion may be raised by
loosening the threaded connection to the lower portion. A
user may access skimmers 86, 88, 90 through ports 18, 20,
and 22 in order to adjust the level of skimmers 86, 88, 90. The
upper surface of skimmer 86 may be set to a height slightly
below liquid level 60 in order to skim only hydrocarbons off
of' the surface of the liquids. The upper surfaces of skimmers
88 and 90 may be positioned slightly higher than the upper
surface of skimmer 86 in order to avoid collecting water with
skimmers 88 and 90.

Referring now to FIGS. 11-16, the alternate embodiment of
separation vessel 10 may be used to separate gaseous com-
ponents from liquid components of a fluid mixture, and to
further separate hydrocarbon components from other liquid
components of the fluid mixture. Liquid level 60 may be set
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within separation vessel 10 with upper surface 40 of liquid
weir 34. A liquid may be initially charged into separation
vessel 10 in order to achieve liquid level 60. A fluid mixture
may be fed into fluid inlet 24, and may flow through internal
fluid line 44, through diverter 46, and into gas separation
chamber 58. In the same way as described above, the velocity
of the fluid flow may decrease as the fluid mixture flows
through the expansion section of the internal fluid line 44 and
through diverter 46. The decreased velocity may aid in sepa-
ration of the gaseous components from the liquid compo-
nents. Upon exiting diverter 46, gaseous components of the
fluid mixture may rise within gas separation chamber 58 and
gas dome 12, and may exit through gas outlet 26.

Liquid components of the fluid mixture exiting diverter 46
may fall to liquid level 60 within separation vessel 10. Hydro-
carbon components of the liquid may rise to the surface of the
liquid. Skimmer 86 may collect hydrocarbon components
from the surface of the liquid. The collected hydrocarbon
components may flow into oil bucket 84, ultimately exiting
separation vessel 10 through oil discharge line 92 and oil
outlet 94. The liquid may flow under lower surface 38 of
transverse baffle plate 32 and through coalescing media pack
80, which may aid in separating hydrocarbon components
from the remainder of the liquid such that the hydrocarbon
components rise to the surface of the liquid phase. Second
transverse baffle plate 78 may prevent the separated hydro-
carbon components from flowing over upper surface 40 of
liquid weir 34 and exiting separation vessel with the remain-
der of the liquid components through liquid outlet 28. Instead,
skimmer 88 may collect hydrocarbon components, and may
feed them into oil bucket 84. The liquid may continue to flow
under lower surface 96 of second transverse baffle plate 78,
and may rise to flow over upper surface 40 of liquid weir 34
and out through liquid outlet 28. If the liquid level rises
between liquid weir 34 and second end 55 of separation vessel
10, skimmer 90 may collect hydrocarbon components from
this liquid.

Separation vessel 10 may further include one or more level
control system. With reference again to FIGS. 1 and 2, sepa-
ration vessel 10 may include primary level system 100 for
monitoring the liquid level within separation vessel 10
between liquid weir 34 and second end 55 of vessel 10,
secondary level system 102 for monitoring the liquid level
within separation vessel 10 near first end 16 of separation
vessel 10, and oil level system 104 for monitoring the liquid
level within oil bucket 84. Separation vessel 10 may further
include level indicator 105 positioned near primary level
system 100. Level indicator 105 may be used as a visual
indication of the liquid level within separation vessel 10
between liquid weir 34 and second end 55 of vessel 10. For
example, level indicator 105 may be a sight glass. Each level
system 100, 102, and 104 may include an upper port in fluid
communication with an upper point of separation vessel 10
and a lower port in fluid communication with a lower point of
separation vessel 10. For example, the upper port of second-
ary level system 102 may be in fluid communication with gas
dome 12 while the lower port of secondary level system 102
may be in fluid communication with a lower portion of sepa-
ration vessel 10 below gas dome 12. Ifliquid is detected in the
upper port of secondary level system 102, a user may take
steps to lower the liquid level within gas separation chamber
58 to prevent liquid from exiting through gas outlet 26. Simi-
larly, if liquid is detected in the upper port of primary level
system 100, a user may take steps to lower the liquid level
within separation chamber 10. If liquid is detected in the
upper port of oil level system 104, a user may take steps to
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lower the liquid level within oil bucket 84, such as allowing
the liquid to exit oil bucket 84 through oil discharge line 92
and oil outlet 94.

As readily understood in the art, level systems 100, 102,
and 104 may be automated such that liquid is automatically
removed from the appropriate section of separation vessel 10
when liquid is detected in the upper port of level system 100,
102, or 104. Conversely, when no liquid is detected in the
lower port of level system 100, 102, or 104, a user may take
steps to increase the liquid level within the appropriate sec-
tion of separation vessel 10. In an automated embodiment,
liquid may automatically be added to separation vessel 10 or
removal of liquid may automatically be stopped when no
liquid is detected in the lower port of level system 100, 102, or
104. The automated system may include valves, pumps, or
other necessary equipment to automatically and selectively
remove liquid from separation vessel 10 and/or add liquid to
separation vessel 10, as understood by one of ordinary skill in
the art. For example, when liquid is detected in the upper port
of'oil level system 104, system 104 may automatically open a
pneumatic control valve and actuate a pump to remove liquid
from oil bucket 84. When liquid is no longer detected in the
lower port of oil level system 104, system 104 may automati-
cally shut off the pump and close the pneumatic control valve.

The overall size of separation vessel 10 will not affect the
separation function achieved by separation vessel 10. In one
embodiment, separation vessel 10 may have an overall length
in the range of approximately thirteen to approximately six-
teen feet, an overall width in the range of approximately six to
approximately seven feet, and an overall height in the range of
approximately seven to approximately nine feet. The overall
height of separation vessel 10 may be determined by trans-
portation specifications. Gas dome 12 may have a diameter of
approximately thirty-six inches. Gas outlet 26 may have a
diameter of approximately eight inches. Liquid outlet 28 may
have a diameter of approximately four inches. Ports 18, 20,
and 22 may each have a diameter of approximately eighteen
inches.

While preferred embodiments of the present invention
have been described, it is to be understood that the embodi-
ments are illustrative only and that the scope of the invention
is to be defined solely by the appended claims when accorded
a full range of equivalents, many variations and modifications
naturally occurring to those skilled in the art from a review
hereof.

We claim:

1. A separation system comprising:

a horizontal separation vessel comprising a first end, a
second end, an upper wall, a lower wall, and a gas dome
extending above the upper wall near the first end;

aliquid weir disposed within the separation vessel near the
second end and operatively connected to the lower wall,
wherein an upper surface of the liquid weir is disposed
below the upper wall of the separation vessel;

abaffle plate disposed within the separation vessel between
the gas dome and the liquid weir, the baffle plate opera-
tively connected to the upper wall, wherein a lower
surface of the baffle plate is disposed above the lower
wall of the separation vessel and below the level of the
upper surface of the liquid weir;

a gas separation chamber within the separation vessel
defined by the gas dome, the upper wall of the separation
vessel, the baffle plate, and the level of the lower surface
of the baffle plate;

a hydrostatic pressure seal zone within the gas separation
chamber between the level of the upper surface of the
liquid weir and the level of the lower surface of the baftle
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plate, wherein the gas separation chamber and the
hydrostatic pressure seal zone are configured for pre-
venting a gas disposed within the gas separation cham-
ber from escaping into a remainder of the separation
vessel;

a fluid inlet in fluid communication with an internal fluid

line terminating within the gas separation chamber;

a gas outlet extending from an upper portion of the gas

dome; and

a liquid outlet between the liquid weir and the second end

of the separation vessel.

2. The separation system of claim 1, wherein the internal
fluid line comprises a vertical section, an upper horizontal
section, and a diverter, wherein the vertical section comprises
an expansion section that increases a diameter of the vertical
section, and wherein the diverter splits the upper horizontal
section into two separate lines terminating within the gas
separation chamber.

3.The separation system of claim 1, further comprising one
or more ports extending through the upper wall of the sepa-
ration vessel, wherein each port comprises a cover for sealing
the port.

4. The separation system of claim 1, wherein the baffle
plate is a transverse baffle plate transversely oriented within
the separation vessel, and wherein the separation system fur-
ther comprises a longitudinal baffle plate both operatively
connected to the upper wall of the separation vessel, wherein
the longitudinal baftle plate extends from the first end of the
separation vessel to the transverse battle plate wherein a
lower surface of the longitudinal baffle plate and a lower
surface of the transverse baffle plate are both disposed above
the lower wall of the separation vessel and below the level of
the upper surface of the liquid weir, and wherein the gas
separation chamber is further defined by the transverse baftle
plate and the longitudinal baffle plate such that the gas sepa-
ration chamber extends only partially across a width of the
separation vessel near the first end.

5. The separation system of claim 1, further comprising a
coalescing media framework disposed between the baffle
plate and the liquid weir, wherein the coalescing media
framework is configured for selectively housing one or more
coalescing media units for separating hydrocarbon liquids
from other liquid components disposed within the separation
vessel.

6. The separation system of claim 5, wherein the coalescing
media units comprise corrugated coalescing plates.

7. The separation system of claim 6, wherein the corru-
gated coalescing plates comprise stainless steel, aluminum,
fiberglass, or polypropylene.

8. The separation system of claim 5, wherein the coalescing
media units comprise a granular coalescing media.

9. The separation system of claim 8, wherein the granular
coalescing media comprises polypropylene.

10. The separation system of claim 5, further comprising
am oil bucket system disposed within the separation vessel
and extending from a position near the first end to a position
near the second end.

11. The separation system of claim 10, wherein the oil
bucket system comprises one or more skimmers in fluid com-
munication with an oil bucket for collecting a hydrocarbon
liquid from a surface of a liquid contained in the separation
vessel, the oil bucket system further comprising an oil dis-
charge line positioned near the second end of the separation
vessel and in fluid communication with the oil bucket for
transferring a liquid from within the oil bucket to an oil outlet.

12. The separation system of claim 10, further comprising
a second baffle plate disposed within the separation vessel
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between the coalescing media framework and the liquid weir,
the second baffle plate having a lower surface disposed above
the lower wall of the separation vessel.

13. A separation system comprising:

a horizontal separation vessel comprising a first end, a
second end, an upper wall, a lower wall, and a gas dome
extending above the upper wall near the first end, the
separation vessel containing a liquid;

aliquid weir disposed within the separation vessel near the
second end and operatively connected to the lower wall,
wherein an upper surface of the liquid weir is disposed
below the upper wall of the separation vessel, and
wherein a liquid level of the liquid contained in the
separation vessel is defined by the upper surface of the
liquid weir;

abaffle plate disposed within the separation vessel between
the gas dome and the liquid weir, the baffle plate opera-
tively connected to the upper wall, wherein a lower
surface of the baffle plate is disposed above the lower
wall of the separation vessel and below the liquid level;

a gas separation chamber within the separation vessel
defined by the gas dome, the upper wall of the separation
vessel, the baffle plate, and the level of the lower surface
of the baffle plate;

a hydrostatic pressure seal zone within the gas separation
chamber between the liquid level and the lower surface
of the baffle plate, wherein the gas separation chamber
and the hydrostatic pressure seal zone are configured for
preventing a gas disposed within the gas separation
chamber from escaping into a remainder of the separa-
tion vessel;

a fluid inlet in fluid communication with an internal fluid
line terminating within the gas separation chamber;

a gas outlet extending from an upper portion of the gas
dome; and

a liquid outlet between the liquid weir and the second end
of the separation vessel.

14. The separation system of claim 13, wherein the baftle
plate comprises a transverse baftle plate and a longitudinal
battle plate both operatively connected to the upper wall of the
separation vessel, wherein the longitudinal baffle plate
extends from the first end of the separation vessel to the
transverse baffle plate, wherein a lower surface of the longi-
tudinal baffle plate and a lower surface of the transverse baftle
plate are both disposed above the lower wall of the separation
vessel and below the liquid level, and wherein the gas sepa-
ration chamber is further defined by the transverse baffle plate
and the longitudinal baftle plate such that the gas separation
chamber extends only partially across a width of the separa-
tion vessel near the first end.

15. The separation system of claim 13, further comprising
a coalescing media framework disposed within the separation
vessel between the baffle plate and the liquid weir, wherein
the coalescing media framework is configured for selectively
housing one or more coalescing media units for separating
hydrocarbon liquids from other liquid components of the
liquid contained within the separation vessel.

16. The separation system of claim 15, further comprising
an oil bucket system disposed within the separation vessel
and extending from a position near the first end to a position
near the second end.

17. The separation system of claim 16, further comprising
a second baffle plate disposed within the separation vessel
between the coalescing media framework and the liquid weir,
the second baffle plate having a lower surface disposed above
the lower wall of the separation vessel.

10

15

20

25

30

35

40

45

50

55

60

10

18. A method of separating a fluid mixture containing a gas

and a liquid, comprising the steps of:

a) providing a separation system comprising: a horizontal
separation vessel comprising a first end, a second end, an
upper wall, a tower wall, and a gas dome extending
above the upper wall near the first end; a liquid weir
disposed within the separation vessel near the second
end and operatively connected to the lower wall,
wherein an upper surface of the liquid weir is disposed
below the upper wall of the separation vessel; a baftle
plate disposed within the separation vessel between the
gas dome and the liquid weir, the baffle plate operatively
connected to the upper wall wherein a lower surface of
the baftle plate is disposed above the lower wall of the
separation vessel and below the level of the upper sur-
face of the liquid weir; a gas separation chamber within
the separation vessel defined by the gas dome, the upper
wall of the separation vessel, and the lower surface ofthe
baffle plate;

b) feeding the fluid mixture through a fluid inlet and an
internal fluid line of the separation vessel and into the
gas separation chamber;

¢) allowing the gas to rise within the gas separation cham-
ber, and allowing the liquid to fall within the gas sepa-
ration chamber to a liquid level within the gas separation
chamber;

d) allowing the gas to exit the separation vessel through a
gas outlet extending from an upper portion of the gas
dome;

e) preventing the gas from escaping from the gas separation
chamber into a remainder of the separation vessel by a
hydrostatic pressure seal formed by the liquid disposed
in the gas separation chamber between the level of the
upper surface ofthe liquid weir and the level of the lower
surface of the baftle plate;

1) allowing the liquid to flow under the lower surface of the
baffle plate and over the upper surface of the liquid weir;

g) discharging the liquid through a liquid outlet positioned
between the liquid weir and the second end of the sepa-
ration vessel.

19. The method of claim 18, further comprising the step of:

h) inspecting or sampling the liquid in the separation vessel
outside of the gas separation chamber by opening a
cover of a port extending through the upper wall of the
separation vessel.

20. The method of claim 18, further comprising the steps

of:

h) monitoring the liquid level within the separation vessel;

1) pumping liquid from the separation vessel through the
liquid outlet when the liquid level reaches a predeter-
mined level high.

21. The method of claim 20, further comprising the steps

of:

h) monitoring the liquid level within the gas separation
chamber;

1) pumping liquid from the separation vessel through the
liquid outlet when the liquid level within the gas sepa-
ration chamber reaches a predetermined level high.

22. The method of claim 18, wherein the separation system
comprises a coalescing media framework disposed within the
separation vessel between the plate and the liquid weir the
coalescing media framework housing one or more coalescing

media units; wherein step (f) further comprises:

1) causing the liquid to flow through the one or more coa-
lescing media units to separate a hydrocarbon compo-
nent out of the liquid such that the hydrocarbon compo-
nent rises to the surface of the liquid level.
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23. The method of claim 22, wherein the separation system
further comprises an oil bucket system disposed between the
separation vessel and extending from a position near the first
end to a position near the second end; wherein step (f) further
comprises:

i1) collecting the hydrocarbon component from the surface
of the liquid level with a skimmer of the oil bucket
system,

iii) allowing the collected hydrocarbon component to flow
into an oil bucket of the oil bucket system; and

iv, discharging the collected hydrocarbon component
through an oil discharge line and an oil outlet positioned
near the second end of the separation vessel.

24. The method of claim 23, further comprising the steps

of:

h) monitoring the level of the hydrocarbon component
within the oil bucket;

1) pumping the hydrocarbon component from the oil bucket
through the oil discharge line and the oil outlet when the
level of the hydrocarbon component in the oil bucket
reaches a predetermined level high.

#* #* #* #* #*
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